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1
NANO-METAL COATED VANE COMPONENT
FOR GAS TURBINE ENGINES AND
METHOD OF MANUFACTURING SAME

TECHNICAL FIELD

The present disclosure relates generally to gas turbine
engine vanes and vane-shroud assemblies, and more par-
ticularly to such vanes and vane assemblies having a coating
thereon.

BACKGROUND

Compressor vanes in aero gas turbine engines are typi-
cally manufactured from aluminum, steel, nickel allows, or
from carbon fiber composites. The airfoil shapes of such
vanes have to date, however, remained relatively simple in
order to enable the vanes to be manufactured from relatively
simple metal forming methods. Aerodynamic performance
improvements have led to more complex shapes especially
on the leading edges (LE) of vanes, which results in metal
vanes that must be machined from solid bars.

Increasing demands for lower weight products in aero gas
turbine engines have seen an increasing use of carbon fibre
composite products, especially vanes. FOD (foreign object
damage) resistance, including resistance to ice projectiles
for example, and erosion resistance for carbon composite
vanes is often achieved by using a metal sheath that is
bonded onto the leading edge (LE) of the composite vane.
When the vane LE shape is relatively simple, the manufac-
ture and application of the metal sheath is straightforward.
However, when the LE is a complex shape, the metal sheath
is required to be manufactured from alternative methods
such as hydroforming and this results in higher cost.

Furthermore, complex aerodynamic vane shapes often
have to be compromised for reasons of vane dynamics,
resulting in reduced engine performance and increased spe-
cific fuel consumption.

Accordingly, improved vanes and vane assemblies which
offer, for example, the ability to form complex airfoil shapes
having uncompromised aerodynamic characteristics and sat-
isfactory vane dynamic characteristics, while remaining
lightweight yet sufficiently resistant to erosion and/or FOD
and which can be readily manufactured at low cost, are
desirable.

SUMMARY

In accordance with one aspect, there is provided a method
of manufacturing a vane component of a gas turbine engine,
the method comprising: forming a core of the vane compo-
nent out of a substrate material using a rapid manufacturing
process; and applying a coating of nanocrystalline metal
onto the core, the nanocrystalline metal fully encapsulating
the core and defining an outer structural surface of the vane
component.

There is also provided, in accordance with another aspect,
a method of manufacturing a vane component of a gas
turbine engine, the method comprising the steps of: 1) using
a computer-controlled rapid manufacturing machine to pro-
duce a pre-form core of said vane component out of a core
substrate material, the core substrate material comprising
composite, polymer or metal, the computer-controlled rapid
manufacturing machine being controlled by a computer
readable information source representative of the core of the
vane component; and ii) plating said pre-form core produced
by the computer-controlled rapid manufacturing machine
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2

with a nano-grain size metallic coating to encapsulate the
pre-form core with said nano-grain size metallic coating.

There is further provided, in accordance with yet another
aspect, a vane component for a gas turbine engine, the vane
component comprising: a pre-form core having an internal
space frame structure, the pre-form core being composed of
a material formed by a rapid manufacturing process, the
pre-form core being at least partially hollow and defining a
cavity therewithin; and an outer coating fully encapsulating
the pre-form core and defining at least an outer structural
surface of the vane component, the outer coating being
composed of a nanocrystalline metal.

BRIEF DESCRIPTION OF THE DRAWINGS

Reference is now made to the accompanying figures in
which:

FIG. 1 is a schematic cross sectional view of a gas turbine
engine;

FIG. 2 shows drawing representations of a few examples
of space frame structural design shapes for the open space
core of the airfoil hollow vane or hollow vane shroud or
vane ring assembly or fairing;

FIG. 3a is a perspective view of a vane ring assembly;

FIG. 35 is a perspective view of a vane of the vane ring
assembly of FIG. 3a;

FIG. 3¢ is a cross-sectional view taken through line
3C-3C in FIG. 35;

FIG. 4 is a perspective view of a vane-shroud pack of a
vane ring assembly, the vane-shroud pack having one or
more vanes;

FIG. 5 is a perspective view of an aecrodynamically shaped
fairing;

FIG. 6 is a perspective view of an aecrodynamically shaped
fairing having an integral gas path surface; and

FIG. 7 is block diagram illustrating the general manufac-
turing steps for producing a vane component of a turbine
engine as defined herein.

DETAILED DESCRIPTION

Referring now to the drawings, and more particularly to
FIG. 1, there is illustrated a gas turbine engine 10 generally
comprising in serial flow communication, a fan 12 through
which ambient air is propelled, and a core 13 including a
compressor section 14 for pressurizing the air, a combustor
16 in which the compressed air is mixed with fuel and
ignited for generating an annular stream of hot combustion
gases, and a turbine section 18 for extracting energy from the
combustion gases. The engine also includes a core fan inlet
guide vane 11 located downstream of the fan 12 and guiding
the primary airflow towards the compressor section 14. The
engine further includes a bypass duct 15 surrounding the
core 13 and through which a portion of the air propelled by
the fan 12 flows to bypass the core, and a bypass fan exit
stator 17 extending across the bypass duct 15 to guide the
airflow therethrough. The method of manufacturing
described hereinbelow may be applied to airfoil assemblies
of any suitable gas turbine engine in which the airfoil
assembly is either fixed or rotating, and may include for
example the fixed vanes or the rotating airfoil blades of
either the compressor or turbine section of the engine.

FIG. 3a shows a vane ring assembly 20 which is com-
prised generally of an inner shroud 21 and an outer shroud
22 and between which a plurality of vanes 23 extend. The
vanes 23 may be replaceable vanes which are removably
mounted to the inner and outer shrouds 21, 22 of the
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assembly 20, although the vanes 23 may also have integrally
formed inner and outer vane shrouds/platforms. The inner
shroud assembly 24 of the vane ring assembly 20 is secur-
able to a corresponding supporting case or other component
within the engine to fix it in place therein.

More specifically, but not exclusively, the vane compo-
nents as described herein may be a vane 23 as shown in FIG.
3b, or a vane-shroud pack 25 as shown in FIG. 4 (which
vane-shroud pack may include either a single vane as shown
in FIG. 4 or alternately may include multiple-vanes), or the
vane shrouds 21 and 22 of the vane ring 20 as shown in FIG.
2.

As seen in FIGS. 3b-3¢, the individual vanes 23 are, in at
least one embodiment, substantially hollow and define a
space frame 26 or cavity 52 therewithin. This space frame 26
or cavity 52 may be left open such that hot air may be fed
therethrough for use in de-icing of the vane for example,
however alternately this cavity 52 may be sealed shut and
thus closed out by a correspondingly shaped end cap which
is fixed to either end of the vane by adhesive bond, laser
weld, electron beam weld, etc. to seal the end caps in place
and thus sealingly enclose the vane cavity 52. The space
frame 26, defining the cavity 52 therewithin, may be a single
geometry or may comprise multiple geometries as seen in
FIG. 2. The inner and outer shrouds 21, 22 of the vane ring
assembly 20 may also be at least partially hollow, defining
therewithin plenums and/or other cavities such as to allow
for a space frame structure of high energy absorption effi-
ciency for containment of rotor blades in the event of lost
blades, for dynamics tuning, for airflow therethrough for
cooling, de-icing, etc. All of the vane components as
described herein may however also be solid (i.e. not hollow).

The vane components described herein, namely the vanes
23, the inner and outer shrouds 21, 22 and/or the entire vane
ring assembly 20, are produced having a bi-material or
bi-layer structure, using a manufacturing method as will be
described in further detail below. While this method will be
generally described below with reference to the hollow vane
23, it is to be understood that the presently method may be
used to produce any of the vane components mentioned
above, whether they are solid or hollow.

Referring with particular reference to the vane 23 as
shown in FIGS. 3b-3¢, the vane 23 generally comprises a
core or “pre-form” 50 made of a substrate material (such as
composite, polymer or metal) that is produced using a rapid
prototyping (RP) or rapid manufacturing (RM) manufactur-
ing process, and which is then coated with an exterior
nano-metal coating 54. As noted above, the core 50 of the
vane 23 may be hollow and is therefore formed having a
space frame 26 and/or cavity 52 extending at least partially
therethrough along the longitudinal length of the airfoil 51
of the vane 23. The cavity 52 may be defined by a space
frame of a single geometry or of multiple geometries as
shown in FIG. 2.

The pre-form 50 of the vane component having the space
frame 26 and/or cavity 52 therein may be fabricated by a
rapid manufacturing process (e.g. stereolithography, 3D
printing, laser deposition, or other rapid manufacturing
techniques such as, but not limited to, selective laser sin-
tering, direct light fabrication, laser engineered net shaping,
direct metal deposition, direct laser powder deposition, etc.)
from a material such as composite, polymer or metal, in
order to create the completed shape of the core 50. Once this
core 50 is so formed, a nanocrystalline coating 54 as
described in further detail below is applied thereto in order
to fully encapsulate the hollow core structure 50. As seen in
FIG. 2, the space frame structure 26 can have any number of
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possible geometric shapes, configurations, density and/or
size, arm lengths, arm thicknesses, and any combinations
thereof. As seen in FIG. 2, several different possible core
space frame structures 26 are shown, including a hexahe-
dron, tetrahedron, square, rectangular, etc.

While a number of possible advantages exist when using
a space frame structure 26 upon which the rapid manufac-
tured material is deposited in order to form the final shape
of the vane component core 50, this permits a hollow shape
to be relatively easily formed having specific tailored prop-
erties and characteristics at any desired specified locations of
the core 50, e.g. strength, dynamics, impact resistance,
erosion resistance, etc. Additionally, by providing such a
space frame structure 26, the amount of substrate material
deposition required to produce the hollow core 50 of the
component is significantly reduced relative to a fully solid
component produced using the same rapid manufacturing
process. The end result is a core 50 that is lighter and faster
to manufacture.

Additionally, this structure of the core 50, namely an
underlying space frame structure 26 upon which the material
(ex: polymer, composite or metal) is deposited using a rapid
manufacturing technique, also enables the component to be
dynamically tuned as desired without effecting the shape of
the exterior surface of the vane component and thus without
negatively effecting aerodynamic performance. For
example, the airfoil surfaces of the hollow core 50 may be
designed for the best aecrodynamic shape for performance
and the space frame 26 and/or cavity 52 geometry can be
varied as required without changing the outer aerodynamic
airfoil shape, thereby permitting the core 50 to be aerody-
namically tuned, and thus the overall vane aerodynamics are
not compromised by the vane dynamics. The presently
described hollow vane components are thus dynamically
tunable, in that the space frame arm thickness, arm length,
size and/or density, geometry, and combinations thereof, at
various different locations of the hollow vane cavity 52 can
be varied as required, in order to dynamically tune the
overall vane component dynamics as may be desired.
Because the rapid manufacturing process used to deposit the
core substrate material which fabricates the space frame
structure 26 permits precise variations in the desired mate-
rial thickness, density, space frame geometry, etc., a core 50
produced in this manner can be easily tailored as required in
terms of preferred dynamic characteristics without sacrific-
ing the vane aerodynamic shape and weight (for example by
rendering it unnecessary to tune vane dynamics by changing
the airfoil shape, thicken the airfoil, or increase the leading
edge thickness, etc., and while still being very rapidly
produced (in comparison with traditional machining pro-
cesses for example).

It is to be understood that in one possible embodiment, the
core 50 of the presently described vane components does not
include such a space frame structure 26 as an underlying
skeleton within the core 50. Rather, the material forming the
core 50 of the vane component may be either solid or hollow,
and free of any such space frame structure 26 therewithin.

As mentioned above, the core or “pre-form” 50 of the
vane 23 is produced using a rapid prototyping (RP) or rapid
manufacturing (RM) manufacturing technique, which may
include, for example, inkjet or 3D printing, stereo lithogra-
phy, laser metal deposition or equivalents thereto. The term
“rapid manufacturing” will be used herein to generally refer
to all such processes, and is understood to include all of
these and other rapid prototyping technologies.

As will be seen, the nano-metal coating is a nano-grain-
sized metallic plating that is applied to the entirety of the
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core or pre-form, such as by electroplating for example. The
resultant at least partially hollow vane component (the vane
23, shrouds 21, 22 and/or vane ring assembly 20) so pro-
duced is therefore a bi-material and/or bi-layer component
which is lightweight yet sufficiently durable and strong,
produced by a rapid manufacture of a pre-form core which
is then plated by a nano-grain-size metallic coating.
Although the core may be a metal, in at least one embodi-
ment the core is composed of a polymer which may be
formed by stereolithography for example.

The nano-metal coating 54 which is applied to the poly-
mer core 50 of the vane components 23, 25, 20, etc. as
described herein may comprise the nano-metal materials
described in U.S. patent application Ser. No. 13/189,077
filed on Jul. 22, 2011 and Ser. No. 13/189,059 filed Jul. 22,
2011, the entire content of each of which is incorporated
herein by reference. More particularly, the nanocrystalline
metallic coating 54, which forms an outer shell that fully
envelopes the polymer core 50 of the vane components,
includes a single layer topcoat of a nano-scale, fine grained
metal that may be nickel base, cobalt base or ferrous base,
for example. The metal topcoat 54 thus defines the outer
surface of the vane. It is to be understood that the term
“base” is intended to identify the substrate material of the
nanocrystalline coating 54.

In a particular embodiment, the nanocrystalline grain
sized metal topcoat 54 is applied directly to the pre-formed
core 50. Auxiliary processes to improve plating adhesion of
the nanocrystalline metal topcoat 54 to the pre-formed core
50 may also be used, and can include: surface activation,
surface texturing, applied resin and surface roughening or
other shaping. Another example, described in more detail in
U.S. Pat. No. 7,591,745, which is incorporated herein,
involves employing a layer of conductive material between
the substrate and topcoat layer to improve adhesion and the
coating process. In this alternate embodiment, an interme-
diate bond coat is first disposed on the core 50 before the
nanocrystalline metallic topcoat 54 is applied thereto, such
as by electroplating for example. This intermediate bond
coat may improve adhesion between the nanocrystalline
metal coating 54 and the polymer substrate of the core 50
and therefore improve the coating process, the bond strength
and/or the structural performance of the nanocrystalline
metal coating 54 that is bonded to the core 50.

The nanocrystalline metal top coat layer 54 has a fine
grain size, which provides improved structural properties of
the vane component. The nanocrystalline metal coating is a
fine-grained metal, having an average grain size at least in
the range of between 1 nm and 5000 nm. In a particular
embodiment, the nanocrystalline metal coating has an aver-
age grain size of between about 10 nm and about 500 nm.
More particularly, in another embodiment the nanocrystal-
line metal coating has an average grain size of between 10
nm and 50 nm, and more particularly still an average grain
size of between 10 nm and 15 nm. The thickness of the
single layer nanocrystalline metal topcoat 54 may range
from about 0.001 inch (0.0254 mm) to about 0.125 inch
(3.175 mm), however in a particular embodiment the single
layer nano-metal topcoat 54 has a thickness of between
0.001 inch (0.0254 mm) and 0.008 inches (0.2032 mm). In
another more particular embodiment, the nanocrystalline
metal topcoat 54 has a thickness of about 0.005 inches
(0.127 mm). The thickness of the topcoat 54 may also be
tuned (i.e. modified in specific regions thereof, as required)
to provide a structurally optimum part. For example, the
nanocrystalline metal topcoat 54 may be formed thicker in
regions which are known to be more structural and/or more
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erosion demanding of the vane core 50, such as the leading
edge, and thinner in other less demanding regions, such as
the central region of the airfoil portion. The thickness of the
metallic topcoat 54 may therefore not be uniform throughout
the airfoil or throughout the vane component. This may be
done to reduce critical stresses, reduce deflections and/or to
tune the frequencies of the vane.

The nanocrystalline topcoat substrate metal 54 may be a
metal such as one selected from the group consisting of: Ag,
Al, Au, Co, Cu, Cr, Sn, Fe, Mo, Ni, Pt, Ti, W, Zn and Zr, and
more preferably from the group consisting of: Al, Co, Cu,
Cr, Fe, Mo, Ni, Ti, W and Zr. The manipulation of the metal
grain size, when processed according to the methods
described below, produces the desired mechanical properties
for a vane in a gas turbine engine. In a particular embodi-
ment, the substrate metal of the nanocrystalline metal top-
coat 54 is nickel (Ni) or cobalt (Co), such as for example
Nanovate™ nickel or cobalt (trademark of Integran Tech-
nologies Inc.) respectively, although other metals can alter-
nately be used, such as for example iron (Fe) or one of the
above-mentioned metals. The nanocrystalline metal topcoat
54 is intended to be a metal of nano-scale grain size.

In a particular embodiment, the nanocrystalline metal
topcoat 54 is a plated coating, i.e. is applied through a
plating process in a bath, to apply a fine-grained metallic
coating to the article, such as to be able to accommodate
complex vane geometries with a relatively low cost. Any
suitable coating process can be used, such as for instance the
plating processes described in U.S. Pat. No. 5,352,266
issued Oct. 4, 1994; U.S. Pat. No. 5,433,797 issued Jul. 18,
1995; U.S. Pat. No. 7,425,255 issued Sep. 16, 2008; U.S.
Pat. No. 7,387,578, issued Jun. 17, 2008; U.S. Pat. No.
7,354,354 issued Apr. 8, 2008; U.S. Pat. No. 7,591,745
issued Sep. 22, 2009; U.S. Pat. No. 7,387,587 B2 issued Jun.
17, 2008; and U.S. Pat. No. 7,320,832 issued Jan. 22, 2008;
the entire content of each of which is incorporated herein by
reference. Any suitable number of plating layers (including
one or multiple layers of different grain size, and/or a larger
layer having graded average grain size and/or graded com-
position within the layer) may be provided. The nanocrys-
talline metal material(s) used for the topcoat 54 described
herein may also include the materials variously described in
the above-noted patents, namely in U.S. Pat. No. 5,352,266,
U.S. Pat. No. 5,433,797, U.S. Pat. No. 7,425,255, U.S. Pat.
No. 7,387,578, U.S. Pat. No. 7,354,354, U.S. Pat. No.
7,591,745, U.S. Pat. No. 7,387,587 and U.S. Pat. No.
7,320,832, the entire content of each of which is incorpo-
rated herein by reference.

Referring back to FIGS. 3a-3c¢, the vane component(s) 23,
25, 20, etc. of the present disclosure are therefore formed by
creating a pre-formed core 50 produced using a rapid
manufacturing process to apply the material to freeform the
core having a space frame structure 26 of composite, poly-
mer or metal, regardless of the complexity of the shape of
the vane component, without requiring a complex process
(such as casting, forging, machining, or combinations
thereof) which is typically required for such gas turbine
engine parts. While this rapidly produced pre-form core 50
is much easier to manufacture, it is by itself less strong and
resistant that corresponding parts machines of solid metal
for example. Accordingly, the pre-formed core 50 of the
presently described vane component(s) is then plated with a
nano-metal coating 54, as described above, which is applied
to the entirety of the component such as to encapsulate the
weaker core with a superior strength skin or coating formed
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of the nano-grain-size metal to provide the component with
a sufficient level of durability, strength and fatigue endur-
ance.

A feature of this method of manufacturing is that the best
aerodynamic component shape can be designed for manu-
facture without need to modify this shape due to manufac-
turing limitations or dynamic limitations, given that the
rapid manufacturing process used to create the core of the
vane components enables complex shapes to be readily
produced in freeform with specific tailored properties and
performance characteristics at any specific location(s) speci-
fied. Additionally, tuning and adjustment of the vane dynam-
ics can be performed by varying the density, structure/
geometry and arm thicknesses of the space frame 26 as well
as airfoil thickness in the internal open space of the core
without changing the external airfoil shape. Hence, when
manufacturing the present vane airfoil, there is no need to
compromise aerodynamic airfoil shape to meet vane
dynamic requirement.

Another feature of the method of manufacturing is that
design efficiency can be greatly improved by reducing
and/or eliminating the time needed to iterate back and forth
to design an aerodynamically and dynamically acceptable
component, such as an airfoil, as a result of using rapid
prototyping or rapid manufacturing technology.

Additionally, the present method of manufacturing pro-
vides for the manufacture of complex contour acrodynamic
shapes due to the use of two dimensional or three dimen-
sional imaging techniques, such as stereo lithography, to
control a rapid prototyping or manufacturing apparatus. This
manufacturing method also enables a low pre-formed manu-
facturing cost as compared to injection molding techniques
which are often not feasible to make complex contour
aerodynamic shapes.

A still further feature of the method of manufacturing is
that there is no tooling cost when using computer control
machinery to form a three dimensional component using
lithography, 3-D print, laser metal deposition or similar
techniques as information sources to control a computer
operated manufacturing apparatus. Another feature of the
method of manufacturing by freeform fabrication is that it
saves development time and eliminates soft and hard tooling
costs for production.

The method described herein includes the production of
such vane components by the use of rapid prototyping or
rapid manufacturing technologies whereby a pre-form or
core of the component is first manufactured, for example
using a computer controlled machine for freeform fabrica-
tion, which is then covered, such as by electroplating for
example, with a nanocrystalline metal coating. In one pos-
sible embodiment, therefore, the method involves providing
a two dimensional or a three dimensional image computer-
readable design information source which is representative
of the component to be manufactured. The component
further has an internal open space core, such as an airfoil
vane having a hollow core. The computer readable design
information source drives a machine capable of reproducing
in polymer material or in metal the pre-form core of the vane
component from the computer-readable design information
source, such as to form a rapid-manufactured pre-form or
core of the vane component, having a hollow cavity there-
within.

After the pre-form core of the vane component so formed,
it is then plated with a nano-grain size metallic coating 54,
such as to coat the rapid-manufactured vane component on
all exposed surfaces, including the internal open cavity 52
within the core 50. Because the core 50 of the vane com-
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ponent is made using rapid prototyping or rapid manufac-
turing technology, the vane component is able to be pro-
duced much faster and at much lower costs as no special
tooling is required. Additionally, contrary to more com-
monly used casting or forging, and finish machining pro-
cesses whereby the end component is created by removing
(i.e. machining away) material from a larger piece of stock
material, the presently described rapid manufacturing pro-
cess used to form the core 50 of the vane component is
created by gradually adding material to form the vane core
50 having the desired shape and profile.

The nano-grain size metallic particle plating may be
performed by techniques, such as electroplating. Further, the
component may be plated with additional layers of nano-
grain size metal particles to vary the surface density and
shape of the coating depending on impact resistance, erosion
resistance or dynamic requirements of the component. The
additional layers may also be comprised of one or more
different metallic compositions and thicknesses to optimize
at least some of the characteristics of strength, stiffness,
durability, galvanic potential, thermal expansion, corrosion
resistance, erosion resistance and weight of the component
part.

It is also of note that the use of polymer material to form
the core 50 of the vane component provides a vibration
damping feature and weight reducing feature of the core of
the vane component, and the space frame core cavity and the
nanocrystalline metal coating 54 adds to the structural
integrity of the component.

The component manufactured in accordance with the
present disclosure may be a hollow airfoil vane 23 as
described above, or alternately may be a vane 25' of a
vane-shroud pack 25 as illustrated in FIG. 4. The vane-
shroud pack 25, of a vane ring assembly, may include a
single vane 25' as shown in FIG. 4, or may alternately
comprise multiple vanes in the same vane-shroud pack. The
vane 25' of the vane-shroud pack 25 includes core cavity 30,
indicated in phantom lines in FIG. 4, which is provided with
shroud openings 31 and 33 to provide passage for hot air
deicing. The openings 31, 33 may optionally be sealed by
closure members 32 and 34. The closure members 32, 34
may be adhesively bonded or laser welded in the openings
31, 33. Sealing of the cavity may be done before or after the
nanometal plating. The cavity sealing options provide a
means for making the nanometal plate inside the core cavity,
which is different from that of the airfoil gas path surface.
The plating for the core cavity and the plating for the gas
path surface may differ in plating thickness, in plate metal
compositions, in the number of plating layers, in gain size,
and combinations thereof, as may be required to suit func-
tional requirements such as corrosion resistance, erosion
resistance, impact resistance, etc. Alternately, the core cavity
may be sealed before nanometal plate is applied, in which
case only the external surfaces are nanometal plated thereby
reducing the overall weight of the component.

It is also of note that the vane component described herein
may be a hollow vane-shroud such as illustrated in FIG. 35,
and as therein shown the vanes 23 can be mechanically
secured to the shrouds such that replacement of damaged
vanes can be readily made.

FIG. 5 illustrates a fairing 35 as an example of a further
component that can be reproduced by the method of manu-
facturing described hereinabove. A {fairing assembly 36
having integral gas path surface(s) thereon as shown in FIG.
6 may also be manufactured in accordance with the method
of manufacturing described above.
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An advantage of using this method of manufacturing
using rapid prototyping or rapid manufacturing technology
is that tolerances in designs can be as low as 0.001 inch or
less. Also, the density and the structural geometry of the
open space core frame may vary in the airfoil and at any
desired locations to meet vane dynamic requirements. Com-
plex geometrical shapes can be formed to delineate the open
space core using the rapid manufacturing technology, such
as for example by deposition and therefore any 2D or 3D
geometric space frame configurations can be manufactured
as compared to conventional molding techniques where such
could not be formed.

It is further pointed out that replaceable vane-shroud
assemblies can be made by incorporating a tongue and glue
joint at the edges of the shrouds such that individual dam-
aged vanes, or vane-shroud pack as shown in FIG. 3, can be
replaced easily. Optionally, the assembly may also be
extrude honed after metal plating for improved aerodynam-
ics. The composition for the airfoil and shroud may be
different to allow lighter but stronger more durable vane
assembly. The method may also be applicable to make duct
shell segments or access doors, fan blades or fan hub
spacers, and other components of a turbine engine.

FIG. 7 is a block diagram illustrating the basic manufac-
turing steps for the manufacture of components, as above-
described, and comprises generally at least the basic steps
of: forming a core of the vane component out of a substrate
material using a rapid manufacturing process; and then
applying a coating of nanocrystalline metal onto the core to
encapsulate it and define the outer structural surface of the
vane component. Optionally, the core has a space frame
cavity, and is freeform fabricated from the substrate material
using a rapid manufacturing process and is then plated with
a nanocrystalline metal as described above. Further still, in
one embodiment, prior to forming the core, a computer
readable information source is first produced that is repre-
sentative of the selected vane component and inner core
shape, and includes for example 2D or 3D images of the
vane component, which computer readable information
source is then used in a computer-controlled rapid manu-
facturing machine to perform the rapid manufacture of the
core. Other steps of the present manufacturing method are
possible as described herein, and the steps shown in FIG. 7
are representative only of one particular basic embodiment
of'the described method of manufacturing a vane component
of a gas turbine engine.

Referring back to FIGS. 3a-3c¢, at least the airfoil portion
51 of each vane 23, but more particularly the entire vane 23,
is formed of a bi-material or bi-layer structure comprising a
core 50, preferably but not necessarily made of a non-
metallic core substrate material, such as a composite or
polymer for example, with a nanocrystalline metallic outer
coating or shell 54 which covers at least a majority of the
inner core 50, and which may in a particular embodiment
fully encapsulate the entire core 50. Accordingly, a “hybrid”
vane component is thus provided. Regardless of the material
selected, the core 50 of the vane 23 is formed by a rapid
manufacturing process, such as rapid prototyping, 3D inkjet
or 3D printing, stereolithography, laser metal deposition,
etc., and in at least the depicted embodiment the core 50 so
produces includes a void 52 therewithin to form a hollow
core body. The metallic top coat 54, which may be a single
layer coating or a multiple layer coating composed of a
nanocrystalline gain-sized metal (i.e. a nano-metal coating
having a nano-scale crystalline structure—as described
herein) and/or other non-nanocrystalline metal coatings.
Although the nanocrystalline metal outer coating may pref-
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erably be formed from a nickel base, cobalt base or ferrous
base metal, as noted further above, in an alternate embodi-
ment the nanocrystalline metal layer may also be composed
of an alloy of one or more of the metals mentioned herein.

The vane component (i.e. having a rapid-manufactured
core, either with or without an underlying hollow space
frame structure, unto which a nanocrystalline metal coating
is plated) produced in accordance with the above-described
method accordingly provides several advantages over tradi-
tional metal vane components produced using conventional
casting, forging and/or machining processes. These advan-
tages include, but are not limited to: the ability to directly
and rapidly manufacture a dynamically tuned light weight
hollow nano-grain-size metal vane assembly having supe-
rior specific strength and superior fatigue endurance relative
to conventional metal vanes; that the best aerodynamic vane
airfoil shape can be designed for manufacture by simply
designing, tuning, and adjusting the density and structure/
geometry of the space frame inside the vane airfoil; that
there is no need to compromise aerodynamic airfoil shape to
meet vane dynamic requirements, given that the presently
described vane component can be dynamically tuned from
the inside and using the shape, density, thickness, etc. of the
core; improved design efficiency that significantly reduces
time to design an aerodynamically and dynamically accept-
able airfoil; superior performance due to ability and versa-
tility of lithography, 3D printing or other rapid manufactur-
ing process to make complex contour aerodynamic shapes;
low pre-form manufacture cost, comparable to injection
moulding for example; very little to no tooling costs, due to
the rapid freeform manufacture (ex: stereolithography) of
the core which does not require tooling; the ability to
inexpensively create pre-form core shapes that would be
otherwise difficult if not impossible to producing using
traditional machining; and reduction in development time
and the reduction or elimination of soft tooling cost for
development and hard tooling cost for production.

The above description is meant to be exemplary only, and
one skilled in the art will recognize that changes may be
made to the embodiments described without departing from
the scope of the invention disclosed. For example, although
the disclosed method is described with respect to the pro-
duction of a vane component of a gas turbine engine, this
method can also be used to produce other gas turbine engine
parts (i.e. components which are not vanes or vane related),
particularly those having a highly complex geometry for
example. Further, the presently described vane component
may have any suitable configuration, such as individual
insertable airfoils, a vane with integral inner and/or outer
shrouds, a vane segment comprising a plurality of airfoils on
a common inner and/or outer shroud segment, and a com-
plete vane ring. While the term “rapid manufacturing” as
used herein is understood to include any rapid prototyping,
rapid manufacturing processes, such as stereolithography,
etc, other types of rapidly produced manufacturing pro-
cesses and technologies may also be used for the production
of the core of the presently described vane component, all of
which are understood to included in the term “rapid manu-
facturing” as used herein. Still other modifications which
fall within the scope of the present invention will be appar-
ent to those skilled in the art, in light of a review of this
disclosure, and such modifications are intended to fall within
the appended claims.

The invention claimed is:
1. A method of manufacturing a vane component of a gas
turbine engine, the method comprising:
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forming, using a rapid manufacturing process, an internal
space frame structure out of a substrate material and
forming, using the rapid manufacturing process, a core
of the vane component with a cavity therein by apply-
ing the substrate material to the space frame structure
such that the core is at least partially hollow; and

applying a coating of nanocrystalline metal onto the core,
the nanocrystalline metal fully encapsulating the core
and defining an outer structural surface of the vane
component.

2. The method of claim 1, wherein the step of forming the
core further comprises forming the core out of at least one
of a composite material and a polymer material using the
rapid manufacturing process.

3. The method of claim 1, wherein the rapid manufactur-
ing process includes at least one of rapid freeform fabrica-
tion technologies, stereolithography, 3D inkjet printing, 3D
printing, laser metal deposition, selective laser sintering,
direct metal deposition, direct laser powder deposition.

4. The method of claim 1, wherein the step of applying the
coating further comprises plating the nanocrystalline metal
coating onto the core.

5. The method of claim 4, further comprising electroplat-
ing the nanocrystalline metal coating onto the core.

6. The method of claim 4, wherein the step of plating the
nanocrystalline metal coating includes plating a single layer
of nano-scale nickel base, ferrous base or cobalt base metal
onto the core.

7. A method of manufacturing a vane component of a gas
turbine engine, the method comprising the steps of:

i) using a computer-controlled rapid manufacturing
machine to produce a pre-form core of said vane
component out of a core substrate material, the core
defining a cavity therein such that the core is at least
partially hollow, the core substrate material comprising
composite, polymer or metal, the computer-controlled
rapid manufacturing machine being controlled by a
computer readable information source representative of
the core of the vane component;

i1) applying the core substrate material to fabricate a space
frame structure within the cavity using the computer-
controlled rapid manufacturing machine to form the
pre-form core; and

iii) plating said pre-form core produced by the computer-
controlled rapid manufacturing machine with a nano-
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grain size metallic coating to encapsulate the pre-form
core with said nano-grain size metallic coating and
define an outer structural surface of the vane compo-
nent.

8. The method of claim 7, further comprising, prior to said
step (i), producing the computer readable information source
representative of the core of the vane component, the
information source comprising a two-dimensional or a three-
dimensional image of said vane component.

9. The method of claim 7, wherein said vane component
is a vane assembly of said gas turbine engine, the vane
assembly including at least one of a hollow vane, a hollow
vane shroud, a hollow vane shroud pack and a vane ring
assembly.

10. The method of claim 7, wherein said step (iii) further
comprises using at least one of electroplating and laser metal
deposition to apply said nano-grain size metallic coating
onto said pre-form core of said vane component.

11. The method of claim 7, wherein the step (ii) further
comprises varying at least one of a space frame density or
cell size, space frame geometry, space frame arm thickness,
core airfoil skin thickness, and shape of the pre-form core
cavity depending on dynamic requirements of said vane
component.

12. The method of claim 7, further comprising varying at
least one of metal composition, grain size, density and
thicknesses of said nano-grain size metal coating, in order to
optimize at least one of the characteristics of strength,
stiffness, ductibility, galvanic potential, thermal expansion,
corrosion resistance, erosion resistance, impact resistance,
and weight of said vane component.

13. The method of claim 7, wherein said vane component
includes a hollow vane airfoil and wherein said cavity is
connected through openings in shrouds of the pre-form core
to provide for hot air deicing of the hollow vane airfoil.

14. The method of claim 13, further comprising the step
of closing said cavity with a closure member secured within
the openings in said cavity of said vane airfoil by adhesive
bonding or laser welding.

15. The method as claimed in claim 7, further comprising
forming the space frame structure of the pre-form core with
a hexadron or tetrahedron structural geometrical shape.

#* #* #* #* #*



